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AMENDMENTS TO THE CLAIMS 



The following listing of claims will replace all prior versions, and listings, of 
claims in the application: 

Listing of Claims: 

|1 . (Currently Amended) A method for manufacturing a curved tempered 
glass sheets manufactur i ng m e thod comprising the steps of: 

heating a glass sheet to n e ar i ts soft e ning t e mp e ratur e in a furnace to near a 
softening temperature of the glass sheet : 

bending the heated glass sheet to a predetermined shape to provide a bent 
glass sheet; and 

changing the-acurved shape of the bent glass sheet by: 

restraining a shape of - r-wfrile-the bent glass sheet i s r e stra i n e d i n 

sh a p e by a pa i r of with a plurality of upper curved support rollers and a 

plurality of lower curved support rollers while conveying the bent glass sheet 

and conv e y e d in a substantially horizontal direction : and, 

while restraining and conveying the bent glass sheet , quenching the 

bent glass sheet by applying w tth-different cooling powers being app l ied to 

upper and lower surfaces thereof. 

2. (Currently Amended) The method A curv e d t e mp e r e d g l ass sh ee t 
manufacturing method according to claim 1, wherein each of the upper and lower 
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curved support rollers comprises plural large-diameter, segmented rollers provided 
on a curved core support roller shaft, and tfre -an outer surface of each of the large- 
diameter rollers is covered with a heat-resistant material. 

3. (Currently Amended) The A curv e d t e mper e d g l ass sh ee t manufacturing 
method according to claim 1 , wherein changing the shape of the bent glass sheet 
includes the steps of: 

blowing air at t h e shap e of th e b e nt g l ass sh ee t is chang e d by air of a first 
pressure against the upper surface of the bent glass sheet; and, 

blowing air at a second pressure against the lower surface diff e r e nt pr e ssur e s 
b l own to th e upp e r and low e r surfac e s o f the bent glass sheet. 

4. (Currently Amended) The A curv e d t e mp e r e d glass sh ee t manufactur i ng 
method according to claim 1, wherein the step of bending the glass sheet to a 
predetermined shape includes the steps of: 

providing a bending mold above the glass sheet and a heat-resistant belt 
between the bending mold and the glass sheet so that, during its-conveyance of the 
glass sheet , the glass sheet is bent into the predetermined shape by pressing the 
glass sheet fc -together with the belt against the bending mold. 

5. (Currently Amended) A -The curv e d temp e r e d glass sh ee t manufacturing 
method according to claim 1 , comprising the further steps of: 

providing wh e r ei n wh e n a gap T1 efr-at an upstream part ef-between the 
upper and lower curved support rollers , said gap T1 being egual to t+a1. wherein a1 
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i s givon as (t+a1). obta i n e d by add i ng a is a f irst clearance o4- and t is to th e a 
thickness of the glass sheet th i ckn e ss ; and, 

providing a t, and a gap T2 of-at a downstream part between the upper and 
lower curved support rollers, said gap T2 being egual to t+a2, wherein a2 is a 
second clearance; 

wherein is givon as (t+ a2), obta i ned by adding a s e cond c le aranco a2 to a 
g l ass sh ee t th i ckn e ss t, a1 is smaller than a2. 

6. (Currently Amended) A -The curved temp e r e d g l ass sh ee t manufactur i ng 
method according to claim 5, wherein the first clearance a1 is greater than or egual 
to 0 mm and is less than or egual to 0 mm < a1 < 3 mm. 

7. (Currently Amended) A curved tempered glass sheet manufacturing 
apparatus, comprising: 

a furnace for heating a glass sheet to near ttsa softening temperature of the 
glass sheet ; 

a preliminary bending apparatus for bending the heated glass sheet h e at e d 
i n tho furnac e to a predetermined shape; and 

a quenching/secondary bending apparatus for changing the-a_curved shape 
of the bent glass shee t, said guenching/secondarv bending apparatus having upper 
and lower curved support rollers adapted to restrain a shape of by, whi le the bent 
glass sheet b e nt by th e pr eli minary b e nding apparatus is restra i n e d i n shap e by 
upper and lower curv e d support ro ll ers while the bent glass sheet is a ^d-conveyed 
in a substantially horizontal direction, said guenching/secondarv bending apparatus 
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serving to quench the restrained qu e nching th e bent glass sheet bv applying w ith 
different cooling powers b e ing appl ie d to upper and lower surfaces thereof. 

8. (Currently Amended) Ar The curv e d t e mp e r e d glass sh o ot manufactur i ng 
apparatus according to claim 7, wherein the quenching/secondary bending 
apparatus includes has guonch i ng means for blowing air at a first pressure against 
the upper side of the bent glass sheet and for blowing air at a second pressure 
against the lower side chang i ng th o shapo of th e bont g l ass sh ee t by a i r of d i ff e rent 
pr e ssur e s b l own to upp e r and l ow e r s i des of the bent glass sheet so as to change a 
shape of the bent glass sheet . 

9. (Currently Amended) A -The curved temp e r e d g l ass sh ee t manufacturing 
apparatus according to claim 7, further comprising means for adjusting a space 
between the upper and lower curved support rollers, whereby: 

gap adjust i ng m e ans wh i ch, when a gap T1 of an upstream part ef-between 
the upper and lower curved support rollers is egual to t+a1 , wherein a1 is a first 
clearance and t is a thickness of the glass sheet, sot to bo (t+ a1), obtained by 
add i ng a f i rst c l oaranco al to a g l ass sheot thickness t, and a gap T2 of a 
downstream part is set to b e (t+ a2), obtained by adding a s e cond c le aranco a2 to a 
g l ass sh e et thickn e ss t. egual to t+ a2, wherein a2 is a second clearance, said 
space adjusting means permitting a l lows for adjustment of the upper and lower 
curved support rollers such that a1 becom e s is_smaller than a2. 
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